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(54) CONTAINER MADE OF LAMINATED SYNTHETIC 
RESIN AND MANUFACTURE THEREOF 

(57) Abstract: 

PURPOSE: To obtain a container which is suitable for 
holding a commodity apt to deteriorate and storing it 
for long, by a method wherein a film of thermoplastic 
polyester resin or the like is positioned on both sides 
of a film constituted of olefin resin and a laminated 
film having three layers brought into close contact with 
each other is made tubular. 

CONSTITUTION: A tubular film constituted of one resin 
selected from PET, EVOH and MX is positioned on both 
sides of a tubular PO film held between and a laminated 
tube formed of these films only brought into close 
contact with each other is extruded and used as parison. 
Molten resin PO prepared in an extruder enters an 
annular passage 35 inside a head 3. While the circular 
passage 35 is made concentric with annular passages 31 
and 33, it is positioned in the middle of the annular 
passages 31 and 33 when viewed from the center thereof. 
The molten resin PO enters a passage 36 from the 
annular passage 35 and becomes a tubular film which is 
to form a central layer. 
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(54) MOISTUREPROOF MULTI LAYERED EXTRUSION 
STRUCTURE AND MOISTUREPROOF 
MULTILAYERED CONTAINER USING THE SAME 

(57) Abstract: 

PURPOSE: To provide a multilayered extrusion structure 
and a multilayered container excellent in impact 
resistance, having moistureproof properties more 
excellent than those of a conventional structure 
composed of a polyolefin resin such as polypropylene and 



excellent in moistureproof oxygen barrier properties. 

CONSTITUTION: A moistureproof multilayered extrusion 
structure has fundamental resin constitution of at least 
three layers wherein a polyolefin resin layer containing 
5-60mol% of a cyclic olefin component is interposed 
between polyolefinic resin layers and is excellent in 
impact resistance. This structure is molded to produce a 
moistureproof multilayered container. 
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5 CLAIMS 



[Claim] 

[Claim 1] The container made from laminating synthetic resin which the film or the sheet 
which becomes the both sides of the film which consists of an olefin system resin, or a 

10 sheet from thermoplastic polyester resin, an ethylene vinyl-alcohol copolymerization 
resin, or MX nylon is located, and consists of a cylinder which consists of the laminated 
film or the sheet to which three layers were made close, closes the end of a cylinder, 
considers as the base, make carry out opening of the other end, considers as the opening, 
and be characterized by to have swollen in the configuration 

15 [Claim 2] Melting of thermoplastic polyester resin, an ethylene vinyl alcohol 

copolymerization resin, or the MX nylon is carried out within one extruder. Carry out 
melting of the olefin system resin within another extruder, and while two resins which 
carried out melting are led to one opening Kaneuchi and the former is fabricated by 
opening Kaneuchi on a double tubed film or a double sheet The tube which fabricate the 

20 latter on a single tubed film or a single sheet in the mid-position, and these films or a 
sheet is made to join by opening Kaneuchi, and consists of a laminated film or a sheet is 
made. The manufacture technique of the container made from laminating synthetic resin 
characterized by extruding from a mouthpiece, considering as a parison, closing an end 
on both sides of a parison to the split dies body for container molding, blowing and 

25 carrying out the blow molding of the air into a parison from the other end, and making it 
the container of the extensive base. 



TECHNICAL PROBLEM 
30 — 

[Object of the Invention] This artificer thought that it was necessary to carry out the 
laminating of the resin with the large degree of moisture cutoff, and the resin with the 
large degree of oxygen cutoff, and to use them first, in order to have offered the container 
suitable for putting in the goods which are easy to deteriorate like food or cosmetics. And 

35 it thought it appropriate to suppose that a polyolefine (this is hereafter called PO) is used 
as a resin with the large degree of moisture cutoff, and to use thermoplastic polyester 
resin (for this to be hereafter called PET), an ethylene vinyl alcohol copolymerization 
resin (for this to be hereafter called EVOH), and MX nylon (for this to be hereafter called 
MX) as a resin with the large degree of oxygen cutoff. However, PO cannot be made to 

40 weld to PET, EVOH, and MX (henceforth [ these three persons are named generically 
and ] PEM) mutually. That is, even if you are going to make it weld these mutually, it 
will separate. Therefore, it is necessary to make adhesives placed between sticking PO 
with PEM and considering as a layered product. 

[0010] Moreover, when the laminating of PO and the PEM was carried out and PO was 
45 exposed to the front face, becoming what releases an off-flavor peculiar to PO made clear 
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the container made from this layered product, and it turns out that this off-flavor becomes 
the thing unsuitable for putting in food and cosmetics. Then, this artificer used PO as the 
main layer, and it tried to locate PEM as an outer layer, and found out that the fault of an 
off-flavor was improvable with this. 
5 [001 1] Furthermore, this artificer blew the container of this laminating resin, and thought 
that it would make by molding. When it is going to make the parison which PO is used as 
a main layer, and PEM is located in the both sides, and becomes making a container from 
three layers by entrainment molding and adhesives are made to intervene between them, 
it is necessary to make a parison from five layers also including adhesives. However, it is 
10 not easy to fabricate the parison of five layers. Then, this needed to be simplified further. 



DETAILED DESCRIPTION 



15 [Detailed description] 
[0001] 

[Field of the Invention] This invention relates to the container made from laminating 
synthetic resin. Especially this invention tends to offer the container suitable for putting 
in the goods which absorb moisture like food or cosmetics, or contact air, and are easy to 
20 deteriorate, and storing long. 
[0002] 

[Prior art] The container made from laminating synthetic resin is a container made from 
the layered product of the film made from synthetic resin, or a sheet. Such a container is 
already well-known. In this case, the film or sheet (henceforth [ this is doubled and ] a 

25 film) of synthetic resin which constitutes each class pastes up mutually, and the layered 
product which constitutes a container was made into one. That is, when the synthetic 
resin which is made into one by making it weld mutually when the synthetic resin which 
constitutes each class is the thing of the property welded mutually, and constitutes each 
class is the thing of the property which is not welded mutually, adhesives were made to 

30 intervene between them and it has considered as one. Each class did not make a container 
from the layered product made only into the status to which the synthetic resin which is 
not welded mutually was mutually made close with a **** frog. It is because it was 
thought that a container will exfoliate while in use in having made the container only 
from the layered product made close. 

35 [0003] On the other hand, the entrainment fabricating method is learned as the one 

technique of making the container made from synthetic resin. The entrainment fabricating 
method is technique used for making a container like **. It is the technique of opening a 
mold, after a parison is broken while making an extruder to synthetic resin tubed by the 
entrainment fabricating method, extruding, making a parison and the parison's having still 

40 softened, and insert between molds, close the nose of cam of a parison, blow air into the 
parison from the other end, swelling a parison, making a parison close to the wall surface 
of a dies body, fabricating in the type of a container and cooling, and taking out a 
container. The container which consists only of one layer of **s was made from the 
entrainment fabricating method in many cases. 

45 [0004] Making a laminated vessel by the entrainment fabricating method was also 

proposed. The proposal is it the * * * * technique to carry out a laminating at the same time 
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it extrudes two or more parisons separately in the status that it overlapped, from one 
mouthpiece and it swells a parison within a rate type. However, it was **** to make a 
parison from the status that it lapped several times over, and while swelling the parison, it 
was difficult [ it ] to carry out a laminating, therefore it was not easy to make a laminated 
5 vessel by this technique. 

[0005] There is a proposal of a Provisional-Publication-No. 167442 [ 56 to ] official 
report as what improved this point. This proposal is deciding that one set of the injection 
molding machine equipped with the movable mandrel and the supplementary extruder is 
used, and - first - metal mold « when it is in the status which makes a parison from the 

10 resin which should inject one resin inside and should serve as an outer layer inside, cools 
a parison from an outside, and the interior of a parison has still softened, it is ****, when 
the multilayer parison which injects another resin and consists of an outer layer / a main 
layer / an outer layer into it is made, a parison is subsequently heated, blown and 
fabricated and a laminated vessel is made 

1 5 [0006] However, it is not easy for making the status that the interior of the parison which 
constitutes an outer layer has still softened appear well to inject another resin into this to 
a difficult top, and it to make another resin in uniform thickness over the whole in it. 
Moreover, it is not easy to make the injection molding machine which operates such, 
either, moreover — metal mold ~ the heat of the multilayer parison made inside being 

20 heated again is uneconomical, and it is a non-efficiency 

[0007] It seems that moreover, the combination of the resin which can be used there is 
restricted to that which is welded mutually once although it has indicated that the above- 
mentioned Provisional-Publication-No. 167442 [ 56 to ] official report can be used 
combining various resins. In fact, making a parison of three layers which thermoplastic 

25 polyester resin has been arranged [ parison ] to the outer layer, and arranged the 
polyolefine in the main layer is not shown. 

[0008] On the other hand, the technique of ********** ls i earnec i although a laminated 
film is made by the knockout. ********** i s the technique of leading this to one opening 
Kaneuchi, fabricating each resin in the shape of a film separately in the beginning, 
30 making those films join by the opening Kaneuchi same subsequently, and making it into 
a laminated film, after carrying out melting of the different resin within a separate 
extruder. This technique has been used to the resin to weld [ each other's ]. When a resin 
did not weld each other, adhesives needed to be made to intervene between them. 
[0009] 

35 [Object of the Invention] This artificer thought that it was necessary to carry out the 
laminating of the resin with the large degree of moisture cutoff, and the resin with the 
large degree of oxygen cutoff, and to use them first, in order to have offered the container 
suitable for putting in the goods which are easy to deteriorate like food or cosmetics. And 
it thought it appropriate to suppose that a polyolefine (this is hereafter called PO) is used 

40 as a resin with the large degree of moisture cutoff, and to use thermoplastic polyester 
resin (for this to be hereafter called PET), an ethylene vinyl alcohol copolymerization 
resin (for this to be hereafter called EVOH), and MX nylon (for this to be hereafter called 
MX) as a resin with the large degree of oxygen cutoff. However, PO cannot be made to 
weld to PET, EVOH, and MX (henceforth [ these three persons are named generically 

45 and ] PEM) mutually. That is, even if you are going to make it weld these mutually, it 
will separate. Therefore, it is necessary to make adhesives placed between sticking PO 
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with PEM and considering as a layered product. 

[0010] Moreover, when the laminating of PO and the PEM was carried out and PO was 
exposed to the front face, becoming what releases an off- flavor peculiar to PO made clear 
the container made from this layered product, and it turns out that this off-flavor becomes 
5 the thing unsuitable for putting in food and cosmetics. Then, this artificer used PO as the 
main layer, and it tried to locate PEM as an outer layer, and found out that the fault of an 
off-flavor was improvable with this. 

[001 1] Furthermore, this artificer blew the container of this laminating resin, and thought 
that it would make by molding. When it is going to make the parison which PO is used as 
10 a main layer, and PEM is located in the both sides, and becomes making a container from 
three layers by entrainment molding and adhesives are made to intervene between them, 
it is necessary to make a parison from five layers also including adhesives. However, it is 
not easy to fabricate the parison of five layers. Then, this needed to be simplified further. 
[0012] 

1 5 [The means for a technical-probrem resolution] This artificer used PO as the main layer, 
located PEM, i.e., PET and EVOH, or MX in the both sides, and it found out that it was 
convenient to carry out the laminating of this by one opening Kaneuchi by **********, 
and to extrude it as a laminated film although it does not weld those resins of not each 
other's although the laminating parison which consists of a film of three layers is made. 

20 Moreover, although the resin comrade who constitutes the parison did not weld each 
other when the laminating parison made in this way was used as the container of the 
extensive base by the conventional entrainment fabricating method, it found out that a 
container ceases to exfoliate in each resin layer simply for the configuration of the 
extensive base. Therefore, even if this laminated vessel does not make an adhesives layer 

25 intervene between each class, it will have the advantage that it can fully be used as a 
container of one. This invention is completed based on such knowledge. 
[0013] this invention offers a container in the whole surface, on the other hand, it is 
boiled, is set, and offers the manufacture technique of a container The container is a 
container made from laminating synthetic resin which consists of a cylinder which the 

30 film which becomes the both sides of the film which consists of an olefin system resin 
from one of PEM is located, and consists only of a laminated film to which three layers 
were made close, closes the end of a cylinder, considers as the base, is made to carry out 
opening of the other end, considers as the opening, and be characterized by having 
swollen in the configuration which spreads toward the base from the opening at one. 

35 [0014] Moreover, the manufacture technique of a container carries out melting of the one 
resin in PEM within one extruder by ********** Carry out melting of the PO within 
another extruder, and while two resins which carried out melting are led to one opening 
Kaneuchi and the former is fabricated by opening Kaneuchi on a double tubed film 
Fabricate the latter on a single tubed film in the mid-position, make these films join by 

40 opening Kaneuchi, and a tubed laminated film is formed. It is characterized by extruding 
from a mouthpiece, considering as a parison, closing an end on both sides of a parison to 
the split dies body for container molding, blowing and carrying out the blow molding of 
the air into a parison from the other end, and considering as the container of ****. 
[0015] 

45 [Example] It is as follows when an example of enforcement of the container concerning 
this invention is explained based on a drawing, a part of container made from laminating 
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synthetic resin which drawing 1 requires for this invention — it is a notching side 
elevation Drawing 2 is the model view having shown the manufacture technique of the 
container made from laminating synthetic resin concerning this invention. 
[0016] 

5 [An explanation of a container] The container shown in drawing 1 closes the end of the 
cylinder which consists of synthetic resin, sets it to base a, carries out opening of the 
other end, is set to opening b, and is presenting the configuration which swelled to one to 
the configuration which spreads toward base a from opening b. Moreover, the cylinder 
consists of a laminated film which is made to carry out the laminating of the film of 
10 thermoplastic synthetic resin, and was obtained. At these points, this container is 
common. 

[0017] The place of this invention by which it is characterized most is the configuration 
of a laminated film. That is, the laminated film is the combination of locating the films d 
and e which use as a main layer film c which consists of PO, and become the both sides 

1 5 from PEM, i.e., PET and EVOH, or MX. Since PO, PET, EVOH, or MX is a resin not to 
weld [ not each other's ], since what should originally be decomposed into a rose rose has 
swollen in the configuration which spreads toward base a from opening b, it does not 
paste up only by it contacting directly, therefore this laminated film is ****ed mutually, 
escapes decomposition and is united. 

20 [001 8] What ** of polyethylene and polypropylene can also be used as PO used by this 
invention. Among those, polyethylene can also use a low density and what ** of a high 
density polyethylene. 

[0019] PET is chain-like polyester of the amount of macromolecules which the alcohol of 
2 **s is made to react to an aromatic dicarboxylic acid, and was obtained. Although most 
25 terephthalic acid is used as a dicarboxylic acid, there is also a thing using isophthalic 

acid. Moreover, although ethylene glycol is mainly used as dihydric alcohol, there is also 
a thing using the trimethylene glycol, the diethylene glycol, etc. Since such polyester is 
marketed, it uses the resin marketed in this invention. 

[0020] EVOH is the copolymerization resin of ethylene and vinyl alcohol. This 
30 copolymerization resin carries out copolymerization of ethylene and the vinyl acetate, 
makes ethylene and a vinyl acetate copolymer first, subsequently hydrolyzes the vinyl 
acetate in this copolymer, and is made. Although various things are in the 
copolymerization rate, it is desirable that a vinyl alcohol content uses 20-50 mol the thing 
it is [ thing ] % in this invention. 
35 [0021] MX is the chain macromolecule object which a meta-xylylene diamine and a 

dibasic acid are made to condense, and was obtained, and is a kind of nylon. Many adipic 
acids are used as a dibasic acid. Since MX is marketed, it can use the resin marketed in 
this invention. 
[0022] 

40 [The effect of the invention of a container] Since the container concerning this invention 
is constituted as mentioned above, it has brought the following advantages. That is, since 
PO serves as the main layer, a laminated film serves as the container which fully bears 
the temperature of about 100 - 120 degrees C. Moreover, since the film of PET, EVOH, 
or MX is located outside, the laminated film becomes what may contact food by tasteless 

45 no odor, and moreover has prevented vapor of an odor peculiar to PO, therefore is 
suitable as containers, such as food and cosmetics. Since PET, EVOH, or MX has the 
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large degree of oxygen cutoff, a laminated film becomes oxygen and what has the large 
degree of cutoff of moisture collectively, therefore this container has become [ the degree 
of cutoff of moisture ] still large [ PO ] the suitable thing to store food and cosmetics. 
Since it has moreover spread toward the base from the opening, the drum section of a 
5 container becomes what was extended, therefore has become what has a large intensity, 
furthermore PO, PEM, i.e., PET and EVOH, or MX is only mutually close since 
transparency is good and is beautiful as adhesives do not intervene Thus, the container of 
this invention has various advantages. 
[0023] 

10 [An explanation of the manufacture technique] Next, the manufacture technique of the 
container applied to this invention based on drawing 2 is explained. In drawing 2 , the 
resin which carried out melting of PEM, i.e., PET and EVOH, or the MX within the 
extruder 1, carried out melting of the PO and carried out melting within the extruder 2 is 
led in the mouthpiece 3. Within the mouthpiece 3, while what ** also fabricates these 

1 5 resins on a tubed film, the film which consists of PO is used as a main layer, the film 
which becomes the both sides from PEM is located, and the tube which these films are 
made to join by opening Kaneuchi, and consists of a laminated film is made. This tube is 
extruded from a mouthpiece and it considers as a parison 4. After that, according to a 
conventional method, an end is closed on both sides of a parison 4 in the halves 5 1 and 

20 52 of a dies body, the blow molding of the air is blown and carried out from a pipe 6 into 
a parison, and a parison is fabricated in the container of ****. The opening of a container 
is cut after that, a container is cooled, a dies body is opened, and a container is taken out. 
[0024] The manufacture technique of the container shown in drawing 2 inserts tubed PO 
film into inside, locates the tubed film which consists of one resin chosen as the both 

25 sides from PET, EVOH, or MX, carries out extrusion molding of the laminating tube 
with which those films were close, and has the characteristic feature in the point which 
uses this as a parison. When explaining furthermore, since PO, PET, EVOH, or MX was 
not welded mutually, since it cannot be made into one if such a resin does not make 
adhesives intervene in between, if he had no adhesives, a common sense did not carry out 

3Q ********** H owever? by this invention technique, the characteristic feature is that it 
presupposed that ********** j s performed without making adhesives intervene. Since it 
prevents a laminating parison's exfoliating and becoming a rose rose in order to blow 
immediately the parison obtained even if it did not make adhesives intervene, to fabricate 
it and to fabricate by this invention technique in the container of ****, it will be made. 

35 [0025] The device is as follows although the tube which consists of a laminated film 

within a mouthpiece 3 by ********** is made from drawing 2 . Melting PEM made with 
the extruder 1 is divided into two within part style equipment, and one enters into a 
mouthpiece 3 through passage 71, it goes into the annular path 31 most located inside in a 
mouthpiece 3, and becomes the tubed film which subsequently forms an inside layer 

40 through a path 32. On the other hand, other one divided into two enters into a mouthpiece 
3 through passage 72, it goes into the annular path 33 most located outside in a 
mouthpiece 3, and becomes the tubed film which subsequently forms an outside layer 
through a path 34. Let the annular paths 31 and 33 be these cores. 
[0026] On the other hand, although it goes into the annular path 35 within a mouthpiece 3 

45 and the annular path 35 is used as the above-mentioned annular paths 3 1 and 33 and this 
above-mentioned core, if the melting resin PO made with the extruder 2 is seen from the 
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center, it is located in the interval with the annular paths 3 1 and 33. The melting resin PO 
serves as the tubed film which goes into a path 36 from the annular path 35, and forms a 
main layer. 

[0027] In this way, the tubed film formed in Mie forms the tube which joins at the path 
5 37 in a mouthpiece 3, and consists of a laminated film. This tube is extruded from a 
mouthpiece 3 and serves as a parison 4. A parison 4 is given to the entrainment molding 
as a conventional method after that. 
[0028] 

[Effect of the invention] While two resins which carried out melting of PET, EVOH, or 

10 the MX within one extruder, carried out melting of the PO and carried out melting within 
another extruder are led to one opening Kaneuchi and the former is fabricated in this 
invention on a double tubed film by opening Kaneuchi Since the tube which fabricate the 
latter on a single tubed film in the mid-position, and these films are made to join by 
opening Kaneuchi, and consists of a laminated film is made, the laminating tube of three 

15 layers with which the film which becomes the both sides of PO film from PET, EVOH, 
or MX was located can be made easily. Since this laminating tube is extruded from a 
mouthpiece and it considers as a parison, on both sides of this parison, an end can be 
closed to the split dies body for container molding, and the container made from 
laminating synthetic resin can be easily made by blowing and carrying out the blow 

20 molding of the air into a parison from the other end. It is firmly united without each 

class's becoming a rose rose since it considered as the container of the extensive base by 
entrainment molding, although the layer of each resin separates to a rose rose and 
originally does not constitute a container from this container, since PO, PET and EVOH 
which constitute this, or MX is the thing of the property which is not welded mutually. 

25 Furthermore, since the cutoff nature of moisture and oxygen is large and has moreover 
become the nonpoisonous odorless thing as mentioned above, this container is worthy as 
a container into which food and the things which are easy to deteriorate, such as 
cosmetics etc., are put. Moreover, since the layer of each resin touches airtightly mutually 
and adhesives are not made to intervene between them, transparency is also good. And 

30 such a container has the value of this invention in the place which can be made only by 
this invention technique. 



EFFECT OF THE INVENTION 



35 [The effect of the invention of a container] Since the container concerning this invention 
is constituted as mentioned above, it has brought the following advantages. That is, since 
PO serves as the main layer, a laminated film serves as the container which fully bears 
the temperature of about 100- 120 degrees C. Moreover, since the film of PET, EVOH, 
or MX is located outside, the iaminated film becomes what may contact food by tasteless 

40 no odor, and moreover has prevented vapor of an odor peculiar to PO, therefore is 

suitable as containers, such as food and cosmetics. Since PET, EVOH, or MX has the 
large degree of oxygen cutoff, a laminated film becomes oxygen and what has the large 
degree of cutoff of moisture collectively, therefore this container has become [ the degree 
of cutoff of moisture ] still large [ PO ] the suitable thing to store food and cosmetics. 

45 Since it has moreover spread toward the base from the opening, the drum section of a 
container becomes what was extended, therefore has become what has a large intensity. 
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furthermore PO, PEM, i.e., PET and EVOH, or MX is only mutually close since 
transparency is good and is beautiful as adhesives do not intervene Thus, the container of 
this invention has various advantages. 
[0023] 

5 [An explanation of the manufacture technique] Next, the manufacture technique of the 
container applied to this invention based on drawing 2 is explained. In drawing 2 , the 
resin which carried out melting of PEM, i.e., PET and EVOH, or the MX within the 
extruder 1, carried out melting of the PO and carried out melting within the extruder 2 is 
led in the mouthpiece 3. Within the mouthpiece 3, while what ** also fabricates these 

10 resins on a tubed film, the film which consists of PO is used as a main layer, the film 
which becomes the both sides from PEM is located, and the tube which these films are 
made to join by opening Kaneuchi, and consists of a laminated film is made. This tube is 
extruded from a mouthpiece and it considers as a parison 4. After that, according to a 
conventional method, an end is closed on both sides of a parison 4 in the halves 5 1 and 

15 52 of a dies body, the blow molding of the air is blown and carried out from a pipe 6 into 
a parison, and a parison is fabricated in the container of****. The opening of a container 
is cut after that, a container is cooled, a dies body is opened, and a container is taken out. 
[0024] The manufacture technique of the container shown in drawing 2 inserts tubed PO 
film into inside, locates the tubed film which consists of one resin chosen as the both 

20 sides from PET, EVOH, or MX, carries out extrusion molding of the laminating tube 
with which those films were close, and has the characteristic feature in the point which 
uses this as a parison! When explaining furthermore, since PO, PET, EVOH, or MX was 
not welded mutually, since it cannot be made into one if such a resin does not make 
adhesives intervene in between, if he had no adhesives, a common sense did not carry out 

25 ********** However, by this invention technique, the characteristic feature is that it 
presupposed that ********** i s performed without making adhesives intervene. Since it 
prevents a laminating parison's exfoliating and becoming a rose rose in order to blow 
immediately the parison obtained even if it did not make adhesives intervene, to fabricate 
it and to fabricate by this invention technique in the container of ****, it will be made. 

30 [0025] The device is as follows although the tube which consists of a laminated film 

within a mouthpiece 3 by ********** is made from drawing 2 . Melting PEM made with 
the extruder 1 is divided into two within part style equipment, and one enters into a 
mouthpiece 3 through passage 71, it goes into the annular path 3 1 most located inside in a 
mouthpiece 3, and becomes the tubed film which subsequently forms an inside layer 

35 through a path 32. On the other hand, other one divided into two enters into a mouthpiece 
3 through passage 72, it goes into the annular path 33 most located outside in a 
mouthpiece 3, and becomes the tubed film which subsequently forms an outside layer 
through a path 34. Let the annular paths 3 1 and 33 be these cores. 

[0026] On the other hand, although it goes into the annular path 35 within a mouthpiece 3 
40 and the annular path 35 is used as the above-mentioned annular paths 3 1 and 33 and this 
above-mentioned core, if the melting resin PO made with the extruder 2 is seen from the 
center, it is located in the interval with the annular paths 31 and 33. The melting resin PO 
serves as the tubed film which goes into a path 36 from the annular path 35, and forms a 
main layer. 

45 [0027] In this way, the tubed film formed in Mie forms the tube which joins at the path 
37 in a mouthpiece 3, and consists of a laminated film. This tube is extruded from a 
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mouthpiece 3 and serves as a parison 4. A parison 4 is given to the entrainment molding 
as a conventional method after that. 



MEANS 

5 ■ 

[The means for a technical-probrem resolution] This artificer used PO as the main layer, 
located PEM, i.e., PET and EVOH, or MX in the both sides, and it found out that it was 
convenient to carry out the laminating of this by one opening Kaneuchi by**********, 
and to extrude it as a laminated film although it does not weld those resins of not each 

10 other's although the laminating parison which consists of a film of three layers is made. 
Moreover, although the resin comrade who constitutes the parison did not weld each 
other when the laminating parison made in this way was used as the container of the 
extensive base by the conventional entrainment fabricating method, it found out that a 
container ceases to exfoliate in each resin layer simply for the configuration of the 

15 extensive base. Therefore, even if this laminated vessel does not make an adhesives layer 
intervene between each class, it will have the advantage that it can fully be used as a 
container of one. This invention is completed based on such knowledge. 
[0013] this invention offers a container in the whole surface, on the other hand, it is 
boiled, is set, and offers the manufacture technique of a container The container is a 

20 container made from laminating synthetic resin which consists of a cylinder which the 
film which becomes the both sides of the film which consists of an olefin system resin 
from one of PEM is located, and consists only of a laminated film to which three layers 
were made close, closes the end of a cylinder, considers as the base, is made to carry out 
opening of the other end, considers as the opening, and be characterized by having 

25 swollen in the configuration which spreads toward the base from the opening at one. 

[0014] Moreover, the manufacture technique of a container carries out melting of the one 
resin in PEM within one extruder by**********. Carry out melting of the PO within 
another extruder, and while two resins which carried out melting are led to one opening 
Kaneuchi and the former is fabricated by opening Kaneuchi on a double tubed film 

30 Fabricate the latter on a single tubed film in the mid-position, make these films join by 
opening Kaneuchi, and a tubed laminated film is formed. It is characterized by extruding 
from a mouthpiece, considering as a parison, closing an end on both sides of a parison to 
the split dies body for container molding, blowing and carrying out the blow molding of 
the air into a parison from the other end, and considering as the container of ****. 

35 



EXAMPLE 



[Example] It is as follows when an example of enforcement of the container concerning 
40 this invention is explained based on a drawing, a part of container made from laminating 
synthetic resin which drawing 1 requires for this invention — it is a notching side 
elevation Drawing 2 is the model view having shown the manufacture technique of the 
container made from laminating synthetic resin concerning this invention. 
[0016] 

45 [An explanation of a container] The container shown in drawing 1 closes the end of the 
cylinder which consists of synthetic resin, sets it to base a, carries out opening of the 
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other end, is set to opening b, and is presenting the configuration which swelled to one to 
the configuration which spreads toward base a from opening b. Moreover, the cylinder 
consists of a laminated film which is made to carry out the laminating of the film of 
thermoplastic synthetic resin, and was obtained. At these points, this container is 
5 common. 

[0017] The place of this invention by which it is characterized most is the configuration 
of a laminated film. That is, the laminated film is the combination of locating the films d 
and e which use as a main layer film c which consists of PO, and become the both sides 
from PEM, i.e., PET and EVOH, or MX. Since PO, PET, EVOH, or MX is a resin not to 
10 weld [ not each other's ], since what should originally be decomposed into a rose rose has 
swollen in the configuration which spreads toward base a from opening b, it does not 
paste up only by it contacting directly, therefore this laminated film is ****ed mutually, 
escapes decomposition and is united. 

[0018] What ** of polyethylene and polypropylene can also be used as PO used by this 
15 invention. Among those, polyethylene can also use a low density and what ** of a high 
density polyethylene. 

[0019] PET is chain-like polyester of the amount of macromolecules which the alcohol of 
2 **s is made to react to an aromatic dicarboxylic acid, and was obtained. Although most 
terephthalic acid is used as a dicarboxylic acid, there is also a thing using isophthalic 
20 acid. Moreover, although ethylene glycol is mainly used as dihydric alcohol, there is also 
a thing using the trimethylene glycol, the diethylene glycol, etc. Since such polyester is 
marketed, it uses the resin marketed in this invention. 

[0020] EVOH is the copolymerization resin of ethylene and vinyl alcohol. This 
copolymerization resin carries out copolymerization of ethylene and the vinyl acetate, 
25 makes ethylene and a vinyl acetate copolymer first, subsequently hydrolyzes the vinyl 
acetate in this copolymer, and is made. Although various things are in the 
copolymerization rate, it is desirable that a vinyl alcohol content uses 20-50 mol the thing 
it is [ thing ] % in this invention. 

[0021] MX is the chain macromolecule object which a meta-xylylene diamine and a 
30 dibasic acid are made to condense, and was obtained, and is a kind of nylon. Many adipic 
acids are used as a dibasic acid. Since MX is marketed, it can use the resin marketed in 
this invention. 



35 DESCRIPTION OF DRAWINGS 



[An easy explanation of a drawing] 

[ Drawing 1 ] a part of container made from laminating synthetic resin concerning this 

invention - it is a notching side elevation 
40 [ Drawing 2 ] It is a model view explaining an example of the manufacture technique of 

the container made from laminating synthetic resin concerning this invention. 

[An explanation of a sign] 

The base of a container 

b The opening of a container 
45 c The film which consists of an olefin system resin 

d The film which consists of thermoplastic polyester resin, an ethylene vinyl alcohol 
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copolymerization resin, or MX nylon 

e The film which consists of thermoplastic polyester resin, an ethylene vinyl alcohol 
copolymerization resin, or MX nylon 
1 Extruder 
5 2 Extruder 

3 Mouthpiece 

4 Parison 

5 Dies Body 
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